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RECEIVED 
CENTRAL FAX CENTER 

AMENDMENTS TO THE CLAIMS: UtC 0 4 2006 

Please replace Ac claims widi the claims provided in the listing below 
wherein status, amendments, additions and cancellations are indicated. 

1 . (Currently Amended) A method of forming an un-vulcanized rubber strip 
comprising the steos of: 

obtaining an extruder, the extruder including a casing, a screw shaft 
disposed within the casing, a head region connected to a downstream end portion 
of the casing and a die connected to a downstream end portion of th e head region: 

a temperature of each of the casing, the screw shaft a nd the head region 
being independently controllable: 

the die having a plurality of axiallv collinear and axiallv connected cavities 
extending therethrough, including first, second and third cavities, where the first 
cavity communicates with the downstream end portion of the head region, the 
second cavity is downstream of the first cavitv and the third cavity is downstream 
of the second cavitv: 

the third cavity having an ooenine profile in which thickness of the opening 
profile is progressively reduced from approximately the centerline of the cavitv to 
opposing edge^ gf the Qpening profile; 

continuously extruding the rubber through said extruder to form a ribbon: 

the step of continuously extruding the rubber further com prising: 

AS cx t iudcd fr o m a die o f an e xtrude r , wh i ch is to be spiidlly wound to 
form a mbbcr part fe t tire, manufac t u r i n g. 
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controlling the temperature of each of the tcmpei ' Mur&s at a m ui n pa r t 
casing, [[a]] the screw shaft and the[[a]] head region so thai iiiLludi:d with the difc 
b e i n g eo n tiollcd to be di f ferent fr om each otl^er in a manner that : 

the temperature of as eontr o Ued in t he m ain-^ p a f t casing is higher than that 
in the screw shaft; and 

the temperature of a& cohtroUed in the head region is higher than that in the 
maln - par t casing i T ^hen continuously extruding a r ubbe r material in a f o rm o f a 
ribbo n^nd 

wherein the rubber strip extruded from the die has a profile shape 
conforming to the opening profile of the third cavity . 

2, (Currently Amended) ThefrAll method of fo r ming the rubber stri p f o r 
tire manufac t uring acco r ding lo Claim 1, wherein the temperature as controlled in 
the die is equal to or higher than that in the headjBEio a. when the octmding . 

3. (Currently Amended) The ff A ]]method of forming t he r ubber s tr i p fo r 
t i re-m anufactu r ing according t o Claim 1 or 2, wherein tl\e i-ubbe r strip ext r uded 
fr o m the di e has a piotile in which tliicknc55 is p r og r essively reduced from at 
around ccntcrlinc> to - cdges on bo t li sides; and a _width of the extruded rubber strip 
is in a range of 5 to 50 mm while the thickness of the rubber strip is in a range of 

3 nnOwnOl tPi:i4).wpd 
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0.5 to 3.0mm at around the centerline, and in a range of 0.05 lo 0.2mm at along 
the edges , when ext r uded in the form uf a iibbun « 

4. (Withdrawn) An apparatus for forming an un-vulcanized rubber strip as 
extruded from a die of an extruder, which is to be spirally wound to form a rubber 
part for tire manufacturing, 

temperatures at a main-part casing, a screw shaft and a head region 
included with the die being set as controlled as to be different from each other in 
a manner that: the temperature as controlled in the main-part casing is higher than 
that in the screw shaft; and the temperature as controlled in the head region is 
higher than that in the main-part casing. 

5. (Withdrawn) An apparatus tor fonning the rubber strip according lo 
Claim 4, wherein the ten^erature as controlled in the die is equal to or higher than 
that in the head. 

6. (Withdrawn) An apparatus for forming the rubber strip according to 
Claim 4 or 5, wherein said die is comprised of: a shoulder for narrowing-down a 
passage or throttling; a discharge port continuous with a distal portion of a cavity 
of the die through the shoulder; and an intermediate narrowing-down portion that 
is formed as stepped between distal and rear parts of the cavity and as disposed at 

4 ^?ll4UaRiOI IPCMI.wpiJ 
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substantially middle in the cavity with respect to a passage in flow^ut direction 
from a rear opening communicated with the head till the discharge port, so that a 
throttling or narrowing-down of a passage for a rubber material is made at the 
intermediate narrowing-down ponion as well as at said shoulder. 

7. (Withdrawn) A method for manufacturing a tire strip according to Claim 
6. wherein, in a view from rearward, said distal pan of the cavity appears to be a 
long hole arranged in conformity with longitudinal direction of the discharge port; 
and said distal part is continuous with said shoulder for narrowing down at distal 

side, 

8. (Currently Amended) A method for manufacturing a tire comprised of 
a plurality of rubber parts, wherein, in r espect of at least one of said rubber parts, 
th er e is used the rubber strip f o rmed aj extruded fioni th e die of th e extrude r in a 
form of un-vulcanized mbbcr strip by tlie me t hod according to anyon e of t he 
c l aims 1 to 3 ; 

the method comprising! 

obtaining a rota rv support body for bui lding the tire: 
forming at le^^ one of said rubber parts as a rubber strip according to the 
method of c laim 1: and 

a& ' tu ' fuim the rubb e r p art in a pr c det e iiniiied pro t llc by 

5 I^MOsnOI IPCI4}.wpil 
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feeding the rubber strip to Aef fall rotary support bodv : an d for building the 

ti r e, to b e wound and attached 

winding the rubber strip in a tire circumferential direction around the 
support body along a sp i r al so that the rubber strip hi a uiaiuicf partially overlaps 
an adjacent rubber part wound onto the support bodv Qvcrlap p cd . 

9. (Currently Amended) The[IA]l method of for n nanufactu ri np a ti r e 



so that a positional misalignment in a tire circumferential direction is fe st r ain e d 
formed in a range of 0 to 5mm between start and end edges of the rubber strip 
p ositions fo r winding and attaching of the nibb er $t r i p to foim a rubbe r pa r t of Ac 
tire. 

10. (Currently Amended) Thc llAll method of for manufacturing a t i r e 
acco r ding to C laim 8 or 9, wherein extent of being overlapped is in a range of 1/2 
to 1/5 of a width of said nibber strip, in a widthwise direction of the tire. 

11. (Currently Amended) The UA ]]method of for manufacturing a tire 
accordUm to a n yon e of Claims Claim 8 or 9, wherein at least two of the plurality 
of rubber parts are formed by spirally winding around the support bodv and 




Claim 8, wherein the rubber strip is wound around the support body 
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attaching respective onea of flic r ubber stri p s along a circumferential direction of 
the tire, at respective p r ocess &tepa for t he winditig And a t taching, a nd 

wherein starting rotation-wise positions for s t ari n g of winding and aCtaching 
Sltlie respective rubber Earte_strip!rare spaced from d i sagre e d witir each other by 
10 degrees or more in the circumferential direction of the tire. 
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